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This invntion relates to an improved process 
and apparatus for the manufacture of molded 
rubber footwear, and has for an object to pro 
vide an improved process and apparatus for the 
manufacture of such footwear especially of the 
type which is covered inside with lining mate 
rial. Such footwear, for example ladies” over 
shoes, has been composed hitherto by the assem 
bling of various rubber sheets previously cut to 
size and then Vulcanized in the autoclave. This 
process has the disadvantage that comparatively 
a lot of machinery operations are required for 
the manufacture and the cutting of the rubber 
sheets and many manual operations are neces 
sitated for the assembling of the cut parts. 

It has already been proposed to manufacture 
rubber footwear by molding, but so far the pos 
sibility of employing the cheap and simple mold 
ing process was limited to Such cases where the 
upper of the footwear had no overlapping parts 
or flaps, for instance to ordinary bathing shoes 
or men’s walking shoes. 
The invention makes it possible for the first 

time to manufacture shoes by molding where cer 
tain parts of the upper overlap other parts, when 
the shoe is finished and fastened. This result 
is obtained by molding the shoe over a last serv 
ing as molding core which shoe as compared to 
the desired shape of the finished fastened article 
shows flaps and other deformations in such a 
manner that during the process of molding no 
parts overlap in the direction of the pressing 
movement. v 

It is significant for the formation of the fap 
according to the invention, that not only the 
molding core as compared to the desired shape 
of the finished article is fitted with a projec 
tion, the size of which may correspond to the 
fastening flap of the shoe, but that also those 
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state can then serve as model for the manufac 
ture of the mold parts. 
From the foregoing it results, that the shoe 

according to th?e invention in the open state dif 
fers from other footwear, manufactured for ex 
ample from assembled rubber sheets, by charac 
teristic deformations especially at the source of 
the fastening flap. 
Other details of the invention, the special proc 

ess for the manufacture of the shoes, and the 
mold are further explained in the following by 
means of the drawing. 
The drawing shows in Fig. 1 a perspectiye view 

of an overshoe manufactured according to the 
inventi??n. 

Fig. 1a, is a fragmentary perspective view of a 
slightly modified overshoe made according to the 
invention; 

Fig. 2 shows the lower half of a mold accord 
ing to the invention in view, with the molding 
core therein. 

Fig. 3 shows a cross section of the mold taken 
along the line 3-3 of Fig. 2; 

Fig. 4 is a croSS-Sectional view taken along the 
line 4-4 of Fig. 2. 
As can be seen from Fig. i the i overshoe con 

sists of an upper i which shows a reinforcement 
2 above the hollow heel part 3. The upper is at 
tached directly to the sole 4. A fiap 5 serves as 

30 fastening device, which covers one side of the 
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parts of the molding core at the source of the 40 
fastening fdap are deformed. As a rule these de 
formations consist in the fact that the cross sec 
tion of the molding core as COmpared to that of 
the shape of the finished article is diminished on 
that side, where the fastening flap is attached 
and enlarged on the side of the upper, which is 
covered by the fastening flap. 
The proper kind and degree of the deforma 

tion is ascertained by Opening and deforming a 
model shoe, which has the desired shape of the 
finished article, in such a manner that any over 
lapping in the direction of the pressing move 
ment, which usually lies transverse to the longi 
tudinal plane of the shoe, is avoided. 
A molding of this model shoe in the deformed 
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upper l when closed and which is kept fastened 
by means of the snap fastener parts S and 7. 
It has to be observed that, when the shoe is 
closed, there must be sufficient overlapping also 
at the Source of the flap, so that neither rain nor 
moisture can enter. It is an object of the inyen 
tion to provide at this point an enlargement of 
the upper, which when the shoe is closed, forms 
a pleat under the flap. 
This enlargement at the source of the fap 5 

has the reference 1” in Fig. 1a. It is advisable that 
this enlargement as shown on the drawing has 
already in the Open state an embossed line, Which 
Will facilitate the formation of the pleat When 
closing. In most cases however it is sufficient to 
provide a simple enlargement of the upper or a 
lengthening of same which extends a little up 
wards, so that already at the source of the flap 
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there is substantial overlapping of the other parts 
of the upper. 
Shoes of the type described above are suitably 

molded in molds, which consists of a bottom part 
8, an upper part 8’ and a molding core 9. 
The parting of this mold is essentially gen 




